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THIS HOLE MUST BE USED AT 
ASSEMBLY FOR ALIGNMENT OF 
SIDE PLATES WITH TRUNNION 
-BLOCK MOUNTING HOLE AND f 
OF BARREL BEARING. TO BE 
LINED REAMED AFTER ASSEMBLY 
TO 0.5620 +.0015. 
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0 ~i PART NO. .27"_J 
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MACHINE GUN CAL .50 M2 

PART NO. 
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CONTRACT NO. 

DATE OF MFR ^ 
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±.03 



• p— p — p — p — p — p— p - 
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FITTED TO THE TRUNNION 
‘block assembly at 
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SECTION A-A 



SECTION B-B 




R.020” 

+ .005 

ON OUTSIDE 



SECTION C-C 



R.021” 
+ .020 




R.104” 

-.020 



VIEWE 



NOTES: ^ 

1. FINISH - EXCEPT AS NOTED. 

2. MATERIAL - STEEL, ASTM A331: 4340 OR 4130 OR 4140. 

3. BREAK EDGES .003 +.012 UNLESS OTHERWISE SPECIFIED. 

4. ALL RIVET HOLES ARE .187 DIA. +.001 (90° -1° CSK .052 +.020 DEEP) 
REAM AT ASSEMBLY UNLESS OTHERWISE SPECIFIED. 

5. HEAT TREAT - HEAT LENGHT ”F” TO 1480°-1500° F. OIL 
QUENCH, TEMPER AT APPROX. 800° F TO HARDNESS SPECIFIED. 

6. MIL-W-13855 APPLIES. 




ANGLES 



±. 5 ‘ 



SCALE 

FULL 



M2HB .50 BMG RHSP_2 






